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Description 

[0001 ] The present invention relates generally to gas 
turbine engines, and, more specifically, to repair of rotor 
components thereof. 

[0002] In a gas turbine engine, air is pressurized in a 
compressor and mixed with fuel and ignited in a com- 
bustor for generating hot combustion gases from which 
energy is extracted in downstream turbine stages. A typ- 
ical compressor has multiple stages or rows of rotor 
blades and corresponding stator vanes which sequen- 
tially increase the pressure of the air as it flows in the 
axial downstream direction. 

[0003] In a common configuration, compressor 
blades include integral dovetails for being removably 
mounted in a corresponding dovetail slot in the perime- 
ter of a rotor disk. This permits the individual manufac- 
ture of each blade, and the individual replacement there- 
of in the event of blade damage during operation. How- 
ever, such bladed disks require an enlarged disk rim for 
limiting centrifugal reaction stresses therein around the 
axial or circumferential dovetail slots used for radially 
retaining a corresponding row of rotor blades. 
[0004] A modern improvement over bladed disks in a 
gas turbine engine is a row of rotor airfoils integrally 
formed with the perimeter of a rotor disk in a one-piece 
or unitary blisk configuration. The blade dovetails are 
eliminated along with the corresponding dovetail slots 
in the perimeter of the disk, and centrifugal loads are 
carried from the individual airfoils into the corresponding 
disk with an inherently strong loadpath therebetween. 
Accordingly, blisks are mechanically stronger than blad- 
ed-disks and thusly may be more efficiently configured 
for reducing disk size and weight for providing additional 
advantages and performance of the engine. 
[0005] However, since the blisk airfoils are integrally 
formed with the supporting disk, the airfoils are not in- 
dividually removable or replaceable in the event of for- 
eign object damage thereof. Relatively small compres- 
sor blisks have been used in commercial service for 
many years, and are sufficiently small that they may be 
simply replaced in whole in the event of excessive dam- 
age to one or more of the airfoils thereof. 
[0006] Alternatively, where damage is relatively mi- 
nor, the damage may be simply removed, by grinding 
for example, thusly leaving the airfoil with a less than 
original configuration. This damage removal method is 
unacceptable for major airfoil damage since aerody- 
namic performance will be severely degraded, and sig- 
nificant rotor imbalance therefrom may be difficult to cor- 
rect with ordinary balancing procedures. 
[0007] Furthermore, damage removal may adversely 
affect strength of the airfoil itself. A typical compressor 
airfoil is slender and has a crescent or airfoil profile ex- 
tending axially between thin leading and trailing edges. 
The airfoil is cantilevered from its root, with a radially 
opposite tip spaced closely adjacent to a surrounding 
casing or shroud during operation. The airfoil is typically 



twisted from root to tip with a complex three dimensional 
(3D) configuration or contour for aerodynamically pres- 
surizing airflow during operation. 
[0008] The contoured airfoil is subject to aerodynamic 

5 and centrifugal loads during operation which result in a 
varying pattern of stress therein. The airfoil must thusly 
be designed for limiting the maximum airfoil stress for 
enjoying a suitable useful life during operation, and the 
airfoil material is typically a high strength material, such 

10 as titanium, for accommodating the substantial loads 
carried during operation. 

[0009] In the original manufacture of the blisk, its ma- 
terial strength must not be reduced or compromised by 
the various machining processes used. Excessive tern- 
's perature must be avoided which would degrade material 
properties. For example, the machining of the individual 
airfoils may be done using a milling machine or an elec- 
trochemical machine having numerically controlled mul- 
tiple axes for precision movement. Material is removed 
20 from the original workpiece or blank with minimal heat 
buildup to prevent degradation of the material strength. 
[0010] Accordingly, the known repair process for com- 
pressor blisks is limited to the mere removal of airfoil 
damage to prevent strength reduction of the airfoil. 
25 [0011] The advantages of using compressor blisks in 
a gas turbine engine are presently promoting the devel- 
opment of substantially larger and more expensive 
blisks for use in multi-stage axial compressors and low 
pressure fan compressors upstream therefrom, Fan 
30 blisks have relatively thick airfoils and are subject to con- 
siderably less foreign object damage than the relatively 
thin airfoils of compressor blisks downstream therefrom. 
The compressor blisks are nevertheless relatively large 
and quite expensive. 
36 [0012] For example, a two stage tandem blisk in- 
cludes two rows of airfoils extending from corresponding 
disks in a unitary assembly. Damage to any one of the 
blisk airfoils in either stage affects the usefulness of the 
entire two stage blisk. The inability to repair a two stage 
40 blisk requires the entire replacement thereof at a corre- 
sponding substantial cost. 

[0013] Accordingly, it is desired to provide a method 
of repairing a blisk for restoring airfoils thereof to an orig- 
inal configuration at the repair site. 
45 [0014] According to the present invention, there is 
provided a method of repairing a blisk in which damage 
in a blisk airfoil is machined away to create a notch. A 
repair is welded in the airfoil to fill the notch. The weld 
repair is then machined to restore the airfoil to a sub- 
so stantially original, pre-damaged configuration at the re- 
pair. 

[0015] The invention, in accordance with preferred 
and exemplary embodiments, together with further ob- 
jects and advantages thereof, is more particularly de- 
55 scribed in the following detailed description taken in con- 
junction with the accompanying drawings in which: 
[0016] Figure 1 is an isometric view of an exemplary 
two-stage compressor blisk for an aircraft gas turbine 
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engine, and a flowchart repair method therefor in ac- 
cordance with an exemplary embodiment of the present 
invention. 

[0017] Figure 2 is an enlarged view of an exemplary 
one of the blisk airfoils illustrated in Figure 1 and a cor- 
responding flowchart repair method therefor. 
[0018] Figure 3 is a side view of the airfoil shown in 
Figure 2 illustrating schematically a weld repair thereof 
in accordance with an exemplary embodiment of the 
present invention. 

[0019] Figure 4 is a radial sectional view of a leading 
edge portion of the airfoil illustrated in Figure 3 and taken 
along line 4-4. 

[0020] Figure 5 is an enlarged view of an exemplary 
one of the airfoils illustrated in Figure 1 in accordance 
with another embodiment of weld repairing thereof. 
[0021] Figure 6 is a radial sectional view through a 
leading edge portion of the airfoil illustrated in Figure 5, 
including a repair insert being electron beam welded in 
the airfoil notch. 

[0022] Figure 7 is a radial sectional view, like Figure 
6, showing the insert following electron beam welding 
to the airfoil. 

[0023] Illustrated in Figure 1 is an exemplary blisk 10 
removed from a gas turbine engine 12 for repair. The 
engine may have any conventional form such as a tur- 
bofan gas turbine engine for powering an aircraft in 
flight, and the blisk may come from a multi-stage axial 
compressor thereof, or a fan disposed upstream there- 
from, 

[0024] In the exemplary embodiment illustrated in Fig- 
ure 1, the blisk is in the form of a tandem blisk having 
two rows or stages of compressor rotor airfoils 14 ex- 
tending radially outwardly from the rims of correspond- 
ing annular disks 16. A blisk is a conventional term of 
art in which the airfoils 14 are integrally formed with their 
supporting disk 16 in a unitary or one-piece assembly 
therewith without retaining dovetails. The individual air- 
foils extend radially outwardly from the rim or perimeter 
of the disk integrally therewith, and thusly are not indi- 
vidually removable. 

[0025] In the exemplary embodiment illustrated, two 
rows of airfoils 14 extend from corresponding disks 
which are integrally joined together for providing a uni- 
tary two stage blisk, with the axial spacing between the 
two airfoil rows being sized for receiving a row of stator 
vanes (not shown) when mounted inside the compres- 
sor of the engine. 

[0026] During operation of the engine, any one or 
more of the blisk airfoils is subject to foreign object dam- 
age 18 which alters the shape of the airfoil from its orig- 
inal, pre-damaged configuration. 
[0027] As shown in more particularity in Figure 2, 
each airfoil 14 extends radially outwardly from the cor- 
responding integral disk 16 from a root 20 thereat to a 
radially outer tip 22. Each airfoil 14 is defined by circum- 
ferentially opposite sides which extend chordally be- 
tween axially opposite leading and trailing edges 24,26. 



[0028] The airfoil 14 has a generally crescent or airfoil 
shape with a generally concave pressure side and an 
opposite generally convex suction side bound by a pe- 
rimeter including the leading and trailing edges, root, 

5 and tip. The airfoil configuration varies in three dimen- 
sions and typically twists from root to tip for maximizing 
aerodynamic performance in a conventional manner. 
[0029] The damage 18 initially illustrated in Figure 1 
is also shown in phantom in Figure 2 in the exemplary 

10 form of curling of the airfoil leading edge near the tip due 
to impact from a foreign object. Typical foreign object 
damage affects primarily airfoil leading edges, and may 
also affect the airfoil trailing edge typically near the airfoil 
tip. 

15 [0030] Since the blisk airfoils 1 4 are integrally formed 
with the supporting disks 1 6 without retaining dovetails, 
the airfoils are not removable from the blisk, and thusly 
are not replaceable as is possible in a conventional blad- 
ed-disk utilizing blade dovetails mounted in correspond- 

20 ing dovetail slots in the perimeter of a disk. Accordingly, 
the individual airfoils 14 can be repaired solely in situ in 
the blisk, which airfoil repair must not adversely affect 
strength of the repaired airfoil or strength of any of the 
undamaged airfoils of the entire blisk. 

25 [0031] In accordance with a preferred embodiment of 
the present invention as illustrated in Figures 1 and 2, 
a method of repairing the blisk removes the undesirable 
damage and restores the blisk to an original, pre-dam- 
aged configuration while maintaining mechanical and 

30 material strength thereof for re-use in the gas turbine 
engine. The damage 1 8 is initially removed by being ma- 
chined away from the corresponding airfoil to create a 
predeterminedly sized and configured cut-out or notch 
28 in the airfoil. 

35 [0032] Machining away the damage 18 is preferably 
conducted automatically in a multi-axis numerically con- 
trolled milling machine 30 which may be programmed 
for defining the original configuration of the blisk and its 
airfoils, and then machining any damaged airfoil to form 

w the notch 28 at the damage site. The milling machine 
30 may have any conventional form such as a T30 Ma- 
chining Center commercially available from the Cincin- 
nati Machine Company of Cincinnati, Ohio. 
[0033] The notch 28 is then filled by welding a repair 

is 32 therein preferably using a multi-axis numerically con- 
trolled welding machine 34. Welding machine 34 may 
have any conventional configuration for automatically 
welding the airfoil for filling the machined notch to a suit- 
ably larger size than the original airfoil at the damage 

50 site as further disclosed hereinbelow. 

[0034] The weld repair 32 is then itself machined in 
the same milling machine 30, or alternate machine as 
desired, to restore the airfoil to a substantially original, 
pre-damaged configuration at the site of the repair. 

55 [0035] As indicated above, the conventional repair of 
small blisks is limited to removal of minor damage with- 
out restoring the repaired airfoil to its original configura- 
tion. In this way, secondary heat damage to the original 
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airfoil caused by the machining operation itself is limited, 
and the reduction of mechanical strength of the so-re- 
paired airfoil is correspondingly limited. 
[0036] The relatively large blisk and correspondingly 
large airfoils illustrated in Figures 1 and 2 are preferably 
restored to their original configuration due to the repair 
process of the present invention. Since welding creates 
a local heat affected zone having different material prop- 
erties and strength than the pristine airfoil material, the 
strength and integrity of the blisk being repaired may be 
maintained by preferentially limiting the extent of the 
machined notch 28 and corresponding weld repair 32 
formed therein. The original damage 18 is machined 
away to create the notch 28 having a predetermined 
configuration and size which is larger in area than the 
damage 18 being removed. 

[0037] The size of the notch 28 is predetermined in 
advance and is preferably uniform or constant for all of 
the airfoils in a corresponding row of the blisk irrespec- 
tive of the extent of the damage area therein. Since ma- 
chining of the notch 28 may be programmed into the mill- 
ing machine 30, it may be accurately reproduced for 
each airfoil which requires repair. If the extent of airfoil 
damage is less than the area of the predetermined 
notch, the airfoil may then be effectively repaired. If the 
extent of damage is greater than the predetermined 
notch, the airfoil may not be effectively repaired by this 
process, and must be otherwise repaired if possible, or 
the entire blisk must be scrapped. 
[0038] The geometry or configuration of the weld re- 
pair region for a specific airfoil configuration and size is 
determined in advance based on a stress analysis of the 
blisk for use in its specific engine application to isolate 
the repair from any areas of maximum stress in the airfoil 
for preventing subsequent failure of the airfoil at or near 
the repair site. 

[0039] The original design of a blisk includes sophis- 
ticated stress analysis of the airfoils for their intended 
use. Such stress analysis is conventional, and typically 
includes modern three dimensional computer analysis 
of the blisk airfoils subject to aerodynamic and centrifu- 
gal loads during operation. Figure 2 illustrated schemat- 
ically a computer 36 which may have any conventional 
configuration for being digitally programmed for per- 
forming stress analysis of the blisk for its intended use 
in the gas turbine engine. 

[0040] Stress of the blisk during operation may be an- 
alyzed analytically in the computer for determining the 
maximum airfoil stress and location in the airfoil which 
may be expected during operation. The results of the 
stress analysis typically include a stress maps for the 
opposite pressure and suction sides of the individual air- 
foils which show isoclines of stress from minimum to 
maximum. The stress map may then be used for spec- 
ifying in advance the permitted configuration and size of 
the notch 28 to exclude airfoil locations subject to the 
maximum stress expected. 

[0041] In this way, the notch 28 is predetermined in 



location and extent and is suitably isolated from maxi- 
mum stress regions of the airfoil so that the subsequent 
weld repair itself does not lead to airfoil failure there- 
from. The maximum stress regions of the airfoil are not 
5 altered or affected by the weld repair for maintaining air- 
foil strength, notwithstanding the weld repair being 
made and its corresponding heat affected zone, or weld 
fusion zone. 

[0042] As shown in Figures 1 and 2, stress analysis 
10 conducted for an exemplary blisk limits the position of 
the notch 28 to the leading or trailing edges 24,26 of the 
airfoil, or both, and is preferably spaced radially out- 
wardly or outboard from the airfoil root and extending 
radially outwardly to include respective portions of the 
15 airfoil tip 22. Each airfoil 14 is relatively thin along its 
leading and trailing edges and increases in thickness 
toward the mid-chord region thereof. In the exemplary 
design illustrated in Figure 2, the maximum stress re- 
gion of the airfoil is spaced between the leading and trail- 
20 ing edges which correspondingly permits the repair 
notches 28 to be formed along either or both edges of 
the airfoil as required for removing any foreign object 
damage found thereat. 

[0043] In the general embodiment illustrated in Figure 
25 2, the repair notch 28 has an arcuate profile along the 
airfoil edges where it diverges therefrom and is gener- 
ally straight along the airfoil span to the airfoil tip 22. The 
airfoil may then be repair welded in one embodiment us- 
ing a gas tungsten arc (GTA) welding machine 34a to 
30 form the weld repair 32 in a plurality of passes or layers 
32a to completely fill the repair notch 28, as shown in 
more detail in Figures 3 and 4. GTA welding is conven- 
tional, and the welding machine 34 may have any con- 
ventional form including a multi-axis numerically control- 
35 led welding machine such as the AcuWeld 1 000 system 
commercially available from Sciaky Inc., Chicago, Illi- 
nois. 

[0044] As shown schematically in Figure 3, the GTA 
welder 34a includes an electrically powered electrode 

to 38 for providing welding heat which melts a suitable filler 
40 in wire or powder form delivered to the welding site 
for creating the weld repair and overlapping layers 32a 
which solidify and fuse to the airfoil along the notch 28 
in subsequent passes. The welding machine also in- 

45 eludes suitable means 42 for providing an inert cover 
gas at the weld site for protecting the material properties 
of the weld repair as it is formed. 
[0045] Since the individual airfoils 14 illustrated in Fig- 
ures 2 and 3 are repaired in situ in the blisk, access to 

so the individual blades is limited by the proximity of adja- 
cent blades both circumferentially and axially between 
blade rows depending on the specific location of the re- 
pair site. Preferably, each airfoil is surrounded by a tem- 
porary enclosure, formed by a wrapping tape for exam- 

55 pie, in which the cover gas may be introduced by one 
or more supply tubes. The electrode 38 and filler 40 suit- 
ably breach the gas enclosure for performing repair 
welding within the available space in the blisk. 
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[0046] As shown in Figure 3, repair welding is prefer- 
ably initiated or commences outside the notch 28, and 
terminates and finishes in each pass also outside the 
notch 28. In operation, the electrode 38 strikes an arc 
to start the welding process which arc striking creates 
undesirable weld defects. Accordingly, arc striking and 
weld initiation preferably commence outside the area of 
the notch so that only substantially defect-free weld lay- 
ers 32a are formed within the notch 28 for restoring the 
original configuration of the airfoil thereat. 
[0047] Similarly, each welding pass must terminate, 
and is thus subject to weld defects at the termination, 
which is preferably also effected outside the repair notch 
28. 

[0048] Figure 3 illustrates an exemplary run-on or 
start tab 44 suitably affixed to the airfoil, by tack welding 
for example. The start tab 44 is preferably triangular in 
shape for its intended use to start the welding process 
where the notch 28 joins the airfoil leading edge 24. The 
start tab 44 is thusly affixed to the airfoil leading edge at 
a radially inner or inboard end of the notch to provide a 
ramp matching the arcuate curvature of the notch at the 
leading edge. 

[0049] Furthermore, a run-off or stop tab 46 is suitably 
affixed to the airfoil at an opposite end of the notch 28, 
by being tack welded thereto for example. The stop tab 
46 is configured for providing an exit ramp aligned with 
the straight portion of the notch 28 where it meets the 
airfoil tip 22. The stop tab may be generally rectangular 
in shape and is affixed to the airfoil tip at a radially outer 
or outboard end of the notch 28. 
[0050] In this way, the start and stop tabs 44,46 pro- 
vide integral extension ramps at both ends of the repair 
notch 28 in alignment therewith so that repair welding 
may be initiated at the start tab 44, and then proceed 
along the notch 28 itself, and then terminate at the stop 
tab 46 for each of several layers required to fill the notch. 
Welding defects attributable to starting and stopping of 
the welding process are thusly confined to the regions 
outside the extent of the repair notch 28, and also out- 
side the configuration of the intended restored airfoil 
thereat. 

[0051] Each welding layer 32a preferably commenc- 
es outside the airfoil leading edge in subsequent layers 
atop the start tab 44, and terminates outside the airfoil 
tip in subsequent layers atop the stop tab 46. When the 
final welding layer is made in the notch 28, the resulting 
welding repair 32 is suitably larger in size or dimension 
than the configuration of the airfoil at the repair site so 
that subsequent machining may remove excess weld 
material and any defects found therein. 
[0052] For the tandem stage blisk illustrated in Figure 
1 , the leading edge of the first row of airfoils and the 
trailing edge of the second row of airfoils are accessible 
without obstruction by the other row. However, the trail- 
ing edge of the first row and the leading edge of the sec- 
ond row are obstructed in part by the opposite blisk row. 
The configuration of the corresponding repair notches 



between the airfoils rows is thusly limited by the acces- 
sibility of the specific welding apparatus used for effect- 
ing the weld repairs. 

[0053] In the preferred embodiment illustrated in Fig- 
5 ure 3, for example, welding is preferably initiated at the 
root end of each airfoil requiring repair and terminates 
at the tip end of the airfoil. In this way, the start tab 44 
is subject to considerably less heating than the stop tab 
46. The start tab 44 may thusly be made relatively small 
10 in its exemplary triangular shape for fitting within the lim- 
ited space near the blade leading edges. The exposed 
tips of the airfoils are without obstruction, and a relative- 
ly larger, rectangular stop tab 46 may be used thereat 
to resist thermal distortion from the considerable 
15 amount of heat generated by the weld ing process in the 
collective passes. 

[0054] In this way, undesirable heat input into the in- 
dividual airfoil 14 is limited, along with limiting heating 
of the start and stop tabs. And, if desired, a copper chill 

2" block or apparatus (not shown) may be used to sand- 
wich both sides of the airfoil near the repair notch 28 to 
remove undesirable heat during the welding process 
and further protect the integrity of the original airfoil from 
undesirable distortion. 

25 [0055] The filler40 utilized in filling the notch with weld 
repair may have any suitable material composition for 
complementing the original strength of the airfoils 14. 
[0056] The filler material may have a chemical com- 
position similar to or different than the parent airfoil ma- 

30 terial, as desired for maximizing airfoil properties. 
[0057] As shown in Figure 3, the welding layers 32a 
each extends continuously from outside the intended 
leading edge of the airfoil to outside the corresponding 
tip to follow the radial contour of the notch and airfoil. 

35 As shown in Figure 4, the repair welding also preferably 
follows the specific arcuate profile which extends trans- 
versely or axially across the repair notch 28 to follow the 
intended airfoil or crescent profile of the airfoil at the re- 
pair site, such as the leading edge. In this way, the sev- 

w eral repair layers 32a may be precisely formed using the 
numerically controlled welder to follow the radial and ax- 
ial profiles of the airfoil at the repair site which typically 
varies in three dimensional space. 
[0058] After the welding process, the repair site is suit- 

<5 ably machined for removing both the start and stop tabs 
44,46 and the excess weld repair to restore the airfoil to 
its original, pre-damaged configuration in accordance 
with the corresponding specification therefor. The nu- 
merically controlled milling machine 30 illustrated sche- 

50 matically in Figures 1 and 2 may be used to precisely 
machine the repair site to follow the arcuate profile 
across the now filled-in repair notch and restore the air- 
foil to the desired configuration. The airfoil being ma- 
chined is preferably potted in a suitable wax or other 

55 matrix for being supported by its airfoil neighbors for 
minimizing deflection thereof during machining. 
[0059] The two tabs may be initially removed by grind- 
ing at the tack weld sites if desired prior to machining of 
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the repair weld. Grinding should be limited to prevent 
excessive local heating of the airfoil which could de- 
grade material strength thereof. Machining of the weld 
repair is typically effected using a cooling lubricant 
which prevents excessive heating of the airfoil as it is 
machined. 

[0060] Machining of the weld repair may be accom- 
plished in steps including a rough machining to a suita- 
ble oversize profile, followed by inspection for any de- 
fects, and then followed by final machining to the original 
airfoil configuration. If desired, suitable heat treatment 
of the repaired airfoil may be performed for reducing or 
eliminating any residual stress in the repaired airfoil, or 
otherwise maximizing the material strength of the re- 
paired airfoil. 

[0061] As initially shown in Figure 2, the weld repair 
may also be effected using a conventional electron 
beam welder 34b cooperating with a specifically config- 
ured notched airfoil 14 for reducing welding heat input 
during the repair process. Figure 5 illustrates an exem- 
plary one of the blisk airfoils 14 wherein the predeter- 
mined notch, designated 28b, is generally triangular in 
configuration and has a straight edge along the airfoil 
from the leading edge 24 near the airfoil root to the airfoil 
tip 22 spaced aft from the original leading edge. 
[0062] In this embodiment, the weld repair includes a 
pre-formed insert 32b, referred to as a SPAD due to its 
identification as a spare part in a Spare PArt Drawing 
(SPAD). The repair insert 32b is complementary with the 
triangular notch 28b and is electron beam welded to the 
airfoil along the straight edge of the notch. 
[0063] As shown in Figure 5, the repair insert 32b is 
initially locally affixed in the notch 28b by conventional 
tack welds at the airfoil leading edge and tip to secure 
the insert to the airfoil in direct abutment against the 
straight edge notch. 

[0064] The electron beam welder or apparatus 34b 
may have any conventional configuration and typically 
includes a vacuum enclosure in which the blisk is mount- 
ed, and the electron beam is precisely directed along 
the insert-notch joint for locally melting the joint for weld- 
ing the insert to the airfoil to effect the repair. 
[0065] Since electron beam welding must also start 
and stop, and is thus subject to weld defects thereat, a 
start tab 44 like the triangular tab illustrated in the Figure 
2 embodiment is also used in the Figure 5 embodiment 
at the airfoil leading edge. And, a stop tab 46b, like the 
corresponding tab illustrated in Figure 2, is used at the 
airfoil tip but preferably has a triangular configuration. 
[0066] The main body of the insert 32b illustrated in 
Figure 5 is generally triangular to match the triangular 
configuration of the notch in the original airfoil initially 
removed by machining. The insert 32b includes a pair 
of inboard and outboard extensions 48a, b integral with 
the insert and being straight along the edge of the insert 
which adjoins the straight edge of the repair notch 28b. 
The two tabs 44,46b are configured to continue the 
straight joint from the repair notch 28b inboard and out- 



board along the two extensions 48a,b for permitting the 
electron beam welding to commence outside the notch 
at the start tab 44 and terminate outside the notch at the 
stop tab 46b. 

5 [0067] This configuration of the insert and the coop- 
erating tabs permits the insert to be electron beam weld- 
ed to the airfoil along the full extent of the repair notch 
28b, including welding of the two extensions 48a,b to 
the corresponding start tab 44 and stop tab 46. The re- 

10 suiting electron beam weld along the airfoil is substan- 
tially defect free. 

[0068] As indicated above, the notch 28b is preferably 
triangular with a straight edge along the airfoil from lead- 
ing edge to tip, and the insert 32b has a complementary 

15 triangular configuration. In this way, electron beam 
welding may precisely follow the straight line joint be- 
tween the notch 28b and the insert 32b. 
[0069] In conventional electron beam welding, two 
workpieces are welded together at a joint by locally melt- 

20 ing the material thereof. Electron beam welding precise- 
ly controls heat input and creates a strong weld with min- 
imum heat affected zone. However, the absence of filler 
material will create an underfill or shallow depression 
along the weld joint which is undesirable for repairing 

25 the blisk airfoils. Another type of underfill may result from 
the direction of welding relative to beam oscillation. 
[0070] As shown in Figure 6, the insert 32b preferably 
includes an integral lip or ledge 50 on one side thereof 
along which the corresponding edge of the repair notch 

30 28b may be held in self-alignment. The insert further in- 
cludes an oversize corner 52 opposite to the ledge 50 
along the other side of the straight edge of the repair 
notch 28b. 

[0071] During electron beam welding, the electron 

35 beam locally melts the airfoil and insert along the inter- 
face or joint therebetween to fuse the materials together 
in a strong bond. The ledge 50 and corner 52 have suit- 
ably small thicknesses so that they are melted during 
the electron beam welding and provide additional ma- 

40 terial for filling the joint or interface between the airfoil 
and insert and preventing discontinuities or surface de- 
pressions at the resulting weld joint. 
[0072] Figure 7 illustrates the completed weld joint 
with the ledge 50 and corner 52 being melted away dur- 

45 ing the welding process. The ledge 50 provides the ad- 
ditional advantages of self-aligning the insert along the 
repair notch and providing a witness feature whose 
melting during welding confirms complete electron 
beam welding or consumption of the joint when verified 

so by visual inspection. 

[0073] After the insert is welded to the airfoil during 
the process illustrated in Figure 5, the start and stop tabs 
44,46b and insert extensions 48a, b are suitably re- 
moved by machining, for example, using the milling ma- 

55 chine 30 illustrated in Figure 1 in a manner similar to the 
embodiment described with respect to Figure 2. Simi- 
larly, the remaining insert 32b which is initially slightly 
oversize, may then be machined in the milling machine 
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30 to restore the airfoil to its original configuration at the 
repair site. In both the GTA welding and electron beam 
welding embodiments disclosed above, the resulting fi- 
nally machined repair, designated 32c, restores the 
damaged airfoil to its original, pre-damaged configure- 5 
tion as illustrated in phantom lines in Figures 1 and 5-7. 
[0074] An additional advantage of the electron beam 
welding process is that the repair insert 32b may be pre- 
formed and heat treated to optimally match the material 
properties and strength of the original airfoil, as desired. io 
Electron beam welding of the insert to the airfoil results 
in a restored airfoil having a narrow heat affected zone 
limited to the region of the airfoil insert immediately ad- 
jacent the weld joint. If practical, heat treatment of the 
welded joint may be effected in any conventional man- '5 
ner without adversely affecting the original material 
strength of the blisk portions not subject to repair. 
[0075] As indicated above, the exemplary blisk 10 il- 
lustrated in Figure 1 includes tandem disks 16 with cor- 
responding rows of airfoils 1 4. The airfoils are thus sub- 20 
ject to damage along the leading and trailing edges 
thereof which may include damage along the trailing 
edge of the first airfoil row and damage along the leading 
edge of the second airfoil row. Any such airfoil damage 
between the two airfoil rows has limited accessibility due 25 
to the obstruction provided by those two rows. 
[0076] Since gas tungsten arc welding and electron 
beam welding may be effected along narrow lines, the 
accessibility from the top of the airfoils illustrated in Fig- 
ure 1 permits airfoil repair between the two rows of air- 30 
foils. Accordingly, any airfoil damage found primarily 
along the outer spans of the leading and trailing edges 
between the airfoil rows may be machined away to cre- 
ate correspondingly sized notches therein. The notches 
may then be repair welded as described above followed 35 
in turn by repair machining. That repair machining may 
be effected using the original equipment which ma- 
chined the tandem blisks in the first instance, other 
equipment as desired. 

[0077] Particular advantages of the above described w 
repair processes include the ability to automate and pre- 
cisely machine the repair notches, repair weld those 
notches, and machine the weld repairs to the desired 
original airfoil configurations thereat. The predeter- 
mined repair notch limits the resulting heat affected *s 
zone interface with the original airfoil to only those loca- 
tions being subject to less than maximum stress during 
operation of the blisks. In this way, the airfoil repairs are 
not subject to maximum stress during operation and do 
not limit the life expectancy of the airfoils or reduce the so 
in-service capability of the blisk. 
[0078] Furthermore, the automated machining of the 
repair notches and subsequent repair welds limits local 
heating of the airfoil and prevents degradation of mate- 
rial properties which could otherwise occur during man- ss 
ual grinding operations, which are thusly limited to final 
contour benching. 

[0079] The so repaired blisk described above has fully 



restored aerodynamic performance capability while 
maintaining substantially full strength not compromised 
by the introduction of the various weld repairs. The blisk 
may be re-introduced into service for enjoying its full ex- 
pected life notwithstanding the foreign object damage. 
[0080] For completeness, various aspects of the in- 
vention are set out in the following numbered clauses:- 

1 . A method of repairing a blisk having a row of air- 
foils comprising: 

machining away damage from one of said air- 
foils to create a notch therein; 
welding a repair in said airfoil to fill said notch; 
and 

machining said repair to restore said airfoil to a 
substantially original, pre-damaged configura- 
tion at said repair. 

2. A method according to clause 1 further compris- 
ing machining away said damage to create said 
notch having a predetermined size larger in area 
than said damage. 

3. A method according to clause 2 wherein said 
notch size is uniform for all of said airfoils in said 
blisk irrespective of damage area therein. 

4. A method according to clause 2 further compris- 
ing: 

analyzing stress of said blisk to determine max- 
imum airfoil stress thereof during operation; 
and 

specifying said predetermined notch size to ex- 
clude airfoil locations subject to said maximum 
stress. 

5. A method according to clause 2 further compris- 
ing positioning said notch along leading or trailing 
edges of said airfoil, and spaced outboard from a 
root thereof. 

6. A method according to clause 5 wherein: 

said notch has an arcuate profile along said air- 
foil; and 

said weld repair is formed in layers to fill said 
notch. 

7. A method according to clause 5 wherein: 

said notch has a straight edge along said airfoil; 
and 

said weld repair includes a pre-formed insert 
being complementary with said notch and weld- 
ed to said airfoil along said straight edge. 
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8. A method according to clause 5 further compris- 
ing initiating and terminating said repair welding 
outside said notch. 

9. A method according to clause 5 further compris- 5 
ing: 

affixing a start tab to said airfoil at an inboard 
end of said notch; 

affixing a stop tab to said airfoil at an outboard 10 
end of said notch; and 

initiating said repair welding at said start tab, 
proceed along said notch, and then terminate 
at said stop tab. 

f5 

1 0. A method according to clause 9 further compris- 
ing welding said airfoil at said notch in a plurality of 
overlapping layers to fill said notch with said weld 
repair. 

20 

11. A method according to clause 10 wherein said 
repair welding comprises gas tungsten arc welding 
including a filler melted at said notch to produce said 
repair layers. 

25 

12. A method according to clause 11 wherein said 
repair welding follows an arcuate profile transverse- 
ly across said notch; and 

said repair machining follows said arcuate 
profile to restore said airfoil to said arcuate profile 30 
across said notch. 

13. A method according to clause 12 further com- 
prising removing said start and stop tabs to restore 
said airfoil to said original configuration. 35 

1 4. A method according to clause 9 further compris- 
ing: 

affixing a complementary insert in said notch; *o 
and 

welding said insert to said airfoil to effect said 
repair. 

15. A method according to clause 14 wherein said *s 
insert extends inboard from said notch adjacent 
said start tab, and outboard from said notch adja- 
cent said stop tab. 

16. A method according to clause 15 wherein said so 
insert is electron beam welded to said airfoil along 
said notch, and to both said start and stop tabs in- 
board and outboard therefrom. 

1 7. A method according to clause 1 6 wherein: 55 

said notch is straight along said airfoil, and said 
insert is complementary thereto; and 



said electron beam welding follows a straight 
line between said notch and insert. 

18. A method according to clause 17 further com- 
prising: 

removing said start and stop tabs and said in- 
sert extensions therewith; and 
machining said insert to restore said airfoil to 
said original configuration at said repair. 

19. A method according to clause 9 wherein: 

said blisk includes tandem disks with corre- 
sponding rows of said airfoils; 
said damage is accessible between said airfoil 
rows; and 

said damage machining, repair welding, and re- 
pair machining are performed between said 
rows. 

20. A method of repairing a blisk having a row of 
airfoils comprising: 

machining away damage from one of said air- 
foils to create a notch therein in a multi-axis nu- 
merically controlled milling machine; 
welding a repair in said airfoil to fill said notch 
in a multi-axis numerically controlled welding 
machine; and 

machining said repair to restore said airfoil to a 
substantially original, pre-damaged configura- 
tion at said repair. 

21. A method according to clause 20 further com- 
prising initiating and terminating said repair welding 
outside said notch. 

22. A method according to clause 21 further com- 
prising: 

analyzing stress of said blisk to determine max- 
imum airfoil stress thereof during operation; 
specifying a predetermined notch size to ex- 
clude airfoil locations subject to said maximum 
stress; and 

machining away said damage to create said 
notch having a predetermined size larger in ar- 
ea than said damage. 

23. A method according to clause 22 wherein said 
notch size is uniform for all of said airfoils in said 
blisk irrespective of damage area therein. 

24. A method according to clause 23 wherein said 
repair welding comprises gas tungsten arc welding 
including a filler melted at said notch to produce said 
repair in overlapping layers. 



8 



15 



EP 1 153 699 A2 



16 



25. A method according to clause 23 further com- 
prising: 

affixing a complementary insert in said notch 
being thicker than said notch at a joint there- s 
with; and 

electron beam welding said insert to said airfoil 
along said notch, and to both said start and stop 
tabs inboard and outboard therefrom to effect 
said repair. <° 



Claims 

1. A method of repairing a blisk (10) having a row of is 
airfoils (14) comprising: 

machining away damage 18 from one of said 
airfoils to create a notch (28) therein; 
welding a repair (32) in said airfoil to fill said ™ 
notch; and 

machining said repair (32) to restore said airfoil 
to a substantially original, pre-damaged config- 
uration at said repair. 

20 

2. A method according to claim 1 further comprising 
machining away said damage (18) to create said 
notch (28) having a predetermined size larger in ar- 
ea than said damage. 

30 

3. A method according to claim 2 wherein said notch 
size is uniform for all of said airfoils in said blisk ir- 
respective of damage area therein. 

4. A method according to claim 2 further comprising: 35 

analyzing stress of said blisk to determine max- 
imum airfoil stress thereof during operation; 
and 

specifying said predetermined notch size to ex- *o 
elude airfoil locations subject to said maximum 
stress. 

5. A method according to claim 2 further comprising 
positioning said notch (28) along leading or trailing « 
edges (24,26) of said airfoil (14), and spaced out- 
board from a root (20) thereof. 

6. A method according to claim 5 further comprising 
initiating and terminating said repair welding out- so 
side said notch (28). 

7. A method of repairing a blisk (10) having a row of 
airfoils (14) comprising: 

55 

machining away damage (18) from one of said 
airfoils to create a notch (28) therein in a multi- 
axis numerically controlled milling machine 



(30); 

welding a repair (32) in said airfoil to fill said 
notch in a multi-axis numerically controlled 
welding machine (34); and 
machining said repair (32) to restore said airfoil 
to a substantially original, pre-damaged config- 
uration at said repair. 

8. A method according to claim 7 further comprising 
initiating and terminating said repair welding out- 
side said notch (28). 

9. A method according to claim 8 further comprising: 

analyzing stress of said blisk to determine max- 
imum airfoil stress thereof during operation; 
specifying a predetermined notch size to ex- 
clude airfoil locations subject to said maximum 
stress; and 

machining away said damage (18) to create 
said notch (28) having a predetermined size 
larger in area than said damage. 

10. A method according to claim 9 wherein said notch 
size is uniform for all of said airfoils in said blisk ir- 
respective of damage area therein. 
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